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main pipe ;  heat the main pipe slowly until it is blood red in the
shade ; by this time the borax and spelter on the joint should have
the appearance as if varnish was among the spelter, caused by the
melting of the borax.   Now offer the spelter to a brisk fire so it will
flow with ease and fill the joint right through to the edge of the bur
inside.    If, however, it is inconvenient to handle the job by reason of
its size and weight, or some other contingency, a balloon fire may be
brought into service with advantage, and, as stated in  a  previous
article, the fire may be taken to the work, as in Fig. 335.    This fire
pot is called a balloon fire pot from its similarity to a balloon.    It is
made of boiler iron, and usually from 10 to 12 inches in diameter and
12 to 14 long, with a conical point at the bottom, at the end of which
is an opening about 2 inches in diameter, through which the flame is
driven by the blast, which is conveyed from the supply pipe to the pot
by means of a hose.   The cover is a flat piece of heavy boilerplate.
Before using this fire pot it should be lined on the inside with about
% inch of fire clay.   The work is first made ready for this fire by
heating it, as near as can practically be done, to a red heat, so that
the pot may not have to supply too much heat to the parts surround-
ing the joint, but that all its power or intensity may be concentrated
on the point where it is required and most necessary ;  when  this
instruction has been carried out the work is ready.    The pot having
previously been hung in position, it is now filled with live hot coke,
which is made to He compact in the pot, when it is then brought to
the joint and a brisk blast thrown on the spelter, which will quickly
run if it has been properly handled and kept in condition with a suf-
ficiency of borax, and the parts adjacent to  the joint have been
kept hot.
Outlets intended to be soft soldered should be fitted with the
same care as are those for brazing, and may be riveted as at V, in Fig.
332, in addition; in some cases this is quite necessary and should not
be omitted. To work outlets from the main pipe we proceed as |ol-
lows : On the pipe, Fig. 336, at the point where the outlet is to be,
measure off the distance equal to one-half the circumference of the
outlet required; from the two extremities of this half circumference,
and between them, measure each way a distance equal to the turn to
be made for the flange I. Now drill two small holes, and with a file
round up the edges of the holes smooth ; then insert the bar, Fig. 337,
and with the end jar or drive out the collar while the pipe is hot;